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Fig. 2 
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PROVIDE POLYMER CATHETER 
SHAFT 



PLACE THERMALLY INSULATED 
MATERIAL PROXIMAL AND DISTAL 
TO THE FORMING REGION 



GRASP SHAFT AT LOCATIONS 
PROXIMAL AND DISTAL TO 
THE FORMING REGION 



v 



GRASP SHAFT AT LOCATIONS 
PROXIMAL AND DISTAL TO 
THE FORMING REGION 



V 



HEAT FORMING REGION 



PLACING THE FORMING REGION 
IN TENSION TO STRETCH 
FORMING REGION 



REMOVE HEAT AND COOL 
FORMING REGION 



REMOVE THE THERMALLY 
INSULATIVE MATERIAL 



Fig. 7 
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PROVIDE TRIPLE LUMEN 
PAPILLATOME CATHETER SHAFT 



SKIVE HOLES THROUGH SHAFT INTO 
CUTTING WIRE LUMEN ADJACENT 
DISTAL TIP 



]' 

LOAD CUTTING WIRE THROUGH 
LUMENS AND PROXIMAL SKIVE HOLE ( 
ATTACH ANCHOR AND SECURE 
WIRE DISTAL END AND ANCHOR 
IN CUTTING WIRE LUMEN 
THROUGH DISTAL SKIVE TO 
SECURE WIRE INT HE LUMEN 



y_ 

LOAD SUPPORT MANDRILS 
(.036 IN. DIAMETER IN GUIDEWIRE 

LUMEN AND .018 IN. DIAMETER 
IN CONTRAST LUMEN) INTO DISTAL 
END OF SHAFT 



LOAD RADIOPAQUE MARKER INTO 
CUTTING WIRE LUMEN AND .015 
IN. DIAMETER SUPPORT MANDRIL 

INTO THE DISTAL END OF CUTTING 
WIRE LUMEN 



ATTACH SHRINK TUBING PROXIMAL 
TO FORMING AREA (AT DISTAL SKIVE 
HOLE) AND DISTAL TO FORMING 
AREA (AT DISTAL TIP) 



POSITION SHAFT SO THAT 
FORMING AREA IS IN LINE WITH 
HEAT SOURCE 



CLAMP SHAFT AT LOCATIONS 
PROXIMAL AND DISTAL TO THE 
FORMING AREA 



I 

HEAT SHAFT AT FORMING AREA 
WITH HOT AIR STREAM (AT 700 

DEGREES F FOR 40 SECONDS, 20 
TO 30 CFM); 



I 

PLACE FORMING AREA IN 
TENSION AND STRETCH BY A 
MOVING DISTAL CLAMP IN A 
DISTAL DIRECTION AWAY FROM 
PROXIMAL CLAMP A CONTROLLED 
DISTANCE AT A CONTROLLED RATE 
OF TRAVEL 



1 


f 


REMOVE FROM HEAT 
SOURCE AND COOL ; 






UNCLAMP SHAFT 


1 


r 



REMOVE SHRINK TUBING AND 
FORMING MANDRELS 



Fig. 8 
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Fig. 9A 




Fig. 9B 



